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SAME 

(57)Abstract: 

PROBLEM TO BE SOLVED: To provide a method of efficiently 
producing a layered fiber board and an apparatus therefor improving 
that the conventional board used for the trims of car doors is produced 
by laying fibers of different properties in separated processes and then ^ 
laminating the fiber layers, so that the production efficiency is poor. 
SOLUTION: The starting material 12 comprising natural fiber and 
thermoplastic resin fiber is fed to the surface of the rotor 1 1 , then the 
natural fiber and the thermoplastic resin fiber are scatted with the 
rotary power of the rotor 1 1 to the conveying face of the belt conveyer 
15 whereby the natural fiber and the thermoplastic fiber are laminated 
on the conveying face so that their formulation ratio may be gradually 
changed in the thickness direction according to the weight difference 
between these fibers. 
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[0018] Various changes can be made to the embodiment described above. For 
example, it is possible to omit the afore-mentioned overlaying process W of the 
thermoplastic resin fiber web and the needle-punching step N and to configure such 
that, over the layered fiber body 50 with one-side gradient structure, a layered fiber 
body 52 manufactured by a separate process and having the same one-side gradient 
structure is laid in order to obtain a layered fiber body 502 having a both-side 
gradient structure. This layered fiber body 502 is shown in FIG. 8. In this case, the 
layered fiber body 52 is layered by the layering process S in the afore-mentioned 
manufacturing apparatus 10 such that the natural fibers and the thermoplastic fibers 
gradually change in the direction of thickness. The layered fiber body 52 and the 
afore-mentioned layered fiber body 50 are laid with each other while being oriented 
such that tiieir Kenaf-rich sides are overlapped each other, and then, they are 
interengaged by a second needle-punching process shown in FIG. 5. For this 
second needle-punching process, two interengaging devices 21 and 22 are provided 
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